36                 MECHANICAL INDUSTRIES EXPLAINED.

rod, about J of an inch square, is employed, the
shank and tang of the fork being first forged into shape,
after which the fork is cut off, leaving about 1 inch of
the square steel at one end; this part is next drawn out
flat to the required length of the prongs. The shank and
tang are now heated and fashioned to the proper shape by
means of a die and swage. The prongs are next formed at
a blow by means of a heavy stamp, after which the insides
of the prongs are filed ; they are then bent to their proper
shape, and hardened as before described, being finally
tempered by applying gentle heat.

Penknives are commonly forged by one person only. A
rod of steel is taken, and the blade of the knife forged out
to the proper length, after which this is cut off from the
rod, sufficient steel being retained to form the joint. The
blade is now held in a pair of tongs and subjected to heat,
after which the joint is finished. After another heating,
and hammering on the anvil, the blade is finished; but
while still hot the "nail-hole," by which the knife is
opened, is formed by means of a chisel flat on one side
and round on the other.. To harden the blades, they are
first made red-hot, and then plunged into cold water as far
as the shoulder, after which they are placed, on their "backs,
upon an iron, plate, and heated until the surface of the steel
assumes an orange-brown colour.

Eazors are forged from cast-steel rods about J inch
wide and of a thickness equal to the back of the razor, and
the anvil used is somewhat rounded at its sides, by which
the edge may be rendered thinner than the other parts of
the blade. The tempering of razors, after hardening, is
not pushed so far as for penknives, a pale-straw colour
being the most suitable tint at which the operation